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(54) APPARATUS FOR PRODUCING COMPOSITE 
CONTAINER 

(57) Abstract: 

PURPOSE: To mold a composite container having a 
screw opening part by using the part corresponding to 
the place protruding to the outside of a container of a 
fixed template as a split mold when the composite 
container is produced by injection molding in such a state 
that a blank plate is arranged in the cavity between the 
fixed template and a core. 

CONSTITUTION: Split molds 21a, 21b for forming a 
screw thread are provided above the fixed template 12 
possible to separate and contact with respect to a fixed 
attaching plate 11 equipped with an injection gate 41. A 
core 31 is attached to a movable attaching plate 34 
through a receiving plate 15 and a blank plate is wound 
around the core 31. A cavity 51 is formed by the fixed 
template 12, the split molds 21a, 21b and the core 31 
and a molten thermoplastic resin is injected in the cavity 
51 from the injection gate 41. An angular pin 13 is 
provided to the fixed attaching plate 11 so as to protrude 
in an obliquely downward direction. At the time of release, 
the fixed attaching plate 11 and the split molds 21a, 21b 
of the fixed template 12 are separated. At this time, the 
angular pin 13 is moved in the direction to separate the 
spirt molds 21 a, 21 b from the core 31 . 
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* NOTICES * 

Japan Patent Office is not responsible for any 
damages caused by the use of this translation. 

1 .This document has been translated by computer. So the translation may not reflect the original 
precisely. 

2.**** shows the word which can not be translated. 
3. In the drawings, any words are not translated. 



DETAILED DESCRIPTION 



[Detailed Description of the Invention] 
[0001] 

[Industrial Application] this invention relates to the manufacturing installation which can manufacture 
the compound container equipped with the part which started the manufacturing installation of the 
compound container with which a blank board and thermoplastics were fabricated by one, especially was 
projected on the container outside. 
[0002] 

[Description of the Prior Art] Conventionally, the blank board, the compound container with which 
thermoplastics was fabricated by one, and the so-called pillared case are used. 
[0003] the blank board with which a pillared case generally consists of a charge of a laminating web 
material to which the laminating of paper and the resin was carried out — injection molding — metal 
mold — it is the compound container with which the blank board was really fabricated in the state where 
it was held with the maintenance frame made of a resin at the container configuration by [ which 
arranged inside tubed and compared the edge of this blank board ] joining together and injecting 
thermoplastics to a portion, an open end, etc. And when the resin layer of the maximum inside of this 
blank board carries out heat weld with the injected thermoplastics, it is unified and the intensity of the 
fabricated container is high. 

[0004] Such a pillared case is widely used as a container which combines the advantage as an 
injection-molded product, and the advantage as a paper carton, for example, holds various products, such 
as soft drinks, sake, a powder detergent, an aromatic, and liquefied food. 
[0005] 

[Problem(s) to be Solved by the Invention] However, a container which has opening with a screw and 
equipped this opening with the cap with a pump had the problem that it could not manufacture, with a 
compound container like a pillared case, for example like the container of a shampoo or liquid soap, 
after [ namely, ] injecting thermoplastics and unifying the blank board and the resin — injection molding 
— metal mold — the time of taking out a container from inside — opening with a screw — like — a 
container outside — a protrusion — since a part exists the bottom — injection molding metal mold — the 
ejection from inside was difficult For this reason, the container equipped with the above openings with a 
screw was manufactured by blow molding. 

[0006] this invention is made in view of such a situation, and aims at offering the manufacturing 
installation of the compound container which can manufacture the compound container equipped with 
the part projected on the container outside like opening with a screw. 
[0007] 

[Means for Solving the Problem] In the equipment which this invention arranges a blank board in the 
cavity formed between the stationary retainer plate and the core, injects thermoplastics in the 
aforementioned cavity, and manufactures a compound container in order to attain such a purpose The 
aforementioned stationary retainer plate equipped with the split mold the portion equivalent to the part 



1 of 5 



1/6/03 6:42 PM 



http://www4.ipdIjpo.gojp/cgi-bin/tran_web_cgi_eije 

projected on the container outside among the aforementioned compound containers, and the 
aforementioned cavity was considered as composition which consists of space formed between the space 
and the aforementioned stationary retainer plate which were formed between this split mold and the 
aforementioned core, and the aforementioned core. 
[0008] 

[Function] The thermoplastics injected in the cavity formed between the stationary retainer plate and the 
core The part which was united with the blank board beforehand arranged in the cavity, formed the 
compound container, and was projected on the container outside among this compound container It is 
located in the cavity formed between the split mold and the core, and by opening a split mold, the 
engagement to a compound container and a stationary retainer plate is canceled, and can take out a 
compound container from a stationary retainer plate with a core. 
[0009] 

[Example] Hereafter, the example of this invention is explained with reference to drawing. Drawing 1 is 
the outline cross section showing an example of the manufacturing installation of the compound 
container of this invention. The manufacturing installation 1 of this invention is equipped with the split 
molds 21a and 21b which were prepared above the fixed side adapter plate 1 1 equipped with the 
injection gate 41, the stationary retainer plate 12 in which this fixed side adapter plate 1 1 and a 
disjunction are possible, and the stationary retainer plate 12 (fixed side adapter plate 1 1 side), and were 
equipped with the slot for screw thread formation, the core 3 1 arranged in the movable side adapter plate 
34 through the wear plate 35, and the stripper plate 36 arranged in the guide pin 42 in drawing 1 . 
[0010] Moreover, an angular pin 13 protrudes on the fixed side adapter plate 1 1 towards a slanting lower 
part so that it may separate from a core 31, and the interior material 14 of a proposal is further arranged 
in the outside. The angular pin 13 penetrated split-mold 21a, and has reached in the crevice 15 formed in 
the stationary retainer plate 12. Moreover, the interior material 14 of a proposal equips the split-mold 
21a side with field 14a with the inclination corresponding to the degree of tilt angle of an angular pin 13. 
And the field of opposite direction constituted the field with the inclination corresponding to the degree 
of tilt angle of an angular pin 13, and this field is in contact with split-mold 21b of split-mold 21a at 
field 14a of the interior material of a proposal, furthermore - the inside of the receipt hole 17 continued 
and formed in the fixed side adapter plate 1 1 and the stationary retainer plate 12 - energization — the 
interior of the member 16 is carried out thus, the thing constituted ~ energization — when the fixed side 
adapter plate 1 1, and a stationary retainer plate 12 and split molds 21a and 21b are detached by the 
member 16, split-mold 21a can be moved in the direction (the example of illustration right) which slides 
on field 14of peripheral surface [ of an angular pin 13 ], and interior material of proposal a, and separates 
from a core 3 1 

[001 1] On the other hand, two or more runners 32 who connect the injection gate 41 and the cavity 51 
mentioned later are drilled in the upper part of a core 3 1 . Moreover, it projects in the abbreviation core 
of a core 3 1, a pin 33 is formed in it possible [ vertical movement ], and flange 33a is prepared in the 
lower part of this ejection pin 33. And the above-mentioned flange 33a was located possible [ sliding ] in 
cylinder section 35a currently formed in the wear plate 35, and cylinder section 35a is connected outside 
through run through-hole 35b. Moreover, cylinder section 35a is connected also with run through-hole 
34a currently formed in the movable side adapter plate 34. And cylinder section 35a is divided into the 
run through-hole 35b and run through-hole 34a side by flange 33a in the shape of an airtight. Therefore, 
by sending air etc. into cylinder section 35a through run through-hole 34a from the exterior, flange 33a 
will go up the inside of cylinder 35a, and the ejection pin 33 will project upwards from the up flat 
surface of a core 3 1 by this. 

[0012] In the example of illustration, the fixed side adapter plate 11, and a stationary retainer plate 12 
and split molds 21a and 21b have touched, and the state where the core 31 was inserted into the 
stationary retainer plate 12 is shown. In this state, a cavity 51 is formed in the gap portion of a stationary 
retainer plate 12 and split molds 21a and 21b, and a core 31, and the thermoplastics by which melting 
was carried out to the cavity 51 via the runner 32 from the injection gate 41 can be injected. 
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[0013] Next, an example of the compound container which can be formed using the manufacturing 
installation 1 of the above this inventions is explained with reference to drawinR 2 and 3. It is III-III of 
the compound container with which drawing 2 is the perspective diagram showing an example of a 
compound container, and drawinR 3 is shown in drawing 2 . It is a cross section in a line. In drawing 2 
and drawing 3 5 the compound container 100 is the so-called pillared case which consisted of a main part 
101 which consists of the thermoplastics fabrication section 102 and a blank board 103 held tubed, and a 
pars basilaris ossis occipitalis 111. 

[0014] Pillar section 102a with which the thermoplastics fabrication section 102 of a main part 101 
compared the edges 103a and 103b of the blank board 103 and which joined together and was fabricated 
by the portion, It consists of 102d of openings with a screw thread which protruded in the center of 
abbreviation of shoulder 102c currently formed in flange 102b fabricated by open end 103b of the lower 
part of the blank board 103 held tubed, and upper open end 103c of the blank board 103, and this 
shoulder 102c. And a cap, a cap with a pump (shown to drawing 1 by the fictitious outline), etc. are 
screwed on 102d of openings with a screw thread, and the interior of the compound container 100 is 
sealed. 

[0015] The main part 101 which consists of such the thermoplastics fabrication section 102 and the 
blank board 1 03 can be manufactured by the above-mentioned manufacturing installation. Here, the 
blank board has the three-tiered structure of for example, (Polyethylene PE) / paper / polyethylene (PE), 
five layer structures of polypropylene (PP) / PE / paper / PE / polypropylene (PP), five layer structures of 
PE / paper / adhesives layer / (Aluminum aluminum) layer / PE, etc. 

[0016] Moreover, a pars basilaris ossis occipitalis 1 1 1 consists of a flange 1 12 formed in the 
circumference of the blank board 1 1 3 for partes basilaris ossis occipitalis of thermoplastics, and is 
formed in another object in a main part 101. And when a flange 1 12 fixes to the inner skin of flange 
102b of a main part 101, it unites with the main part 102. Fixing with flange 102b and the inner skin of a 
flange 112 may form and screw the screw section on both, or may paste it up by various methods, such 
as the heat-sealing method and the ultrasonic seal method. 

[0017] In addition, as a means of the unification with flange 102b of a main part 101, and a pars basilaris 
ossis occipitalis 111, although the ultrasonic seal method is possible as mentioned above, heights can be 
prepared in the soffit side of flange 102b of a main part 101 in this case. Since melting of such heights is 
alternatively carried out by the ultrasonic wave, they can perform quickly positive heat sealing. 
Moreover, you may prepare the marginal part which the fused resin flows out of between flange 102b 
and partes basilaris ossis occipitalis 1 1 1 outside, bends, and makes the shape of L character in the rim 
section of flange 102b like the example of illustration like. The configurations of the above-mentioned 
heights may be which configurations, such as salient configurations, such as a ring configuration and a 
cone, and the angle of 0.1 -0.5mm and a crowning has [ the height of heights ] the desirable range of 
60-120 degrees. Moreover, heights may be prepared in the flange 1 12 side of a pars basilaris ossis 
occipitalis 111, and let the soffit side of flange 102b be a plane in this case. 

[0018] Next, operation of the manufacturing installation of the compound container of this invention is 
explained to an example for manufacture of the main part 101 of the above compound containers 100. 
First, as shown in drawing 4 , it winds around a core 3 1 beforehand and the blank board 103 which 
carried out the **** chip box is arranged in the predetermined position of a cavity 51. Next, the 
thermoplastics fused in the cavity 51 through the runner 32 from the injection gate 41 as shown in 
drawing 5 is injected. Thereby, by fabricating the above-mentioned pillar section 102a, flange 102b, 
shoulder 102c, and 102d of openings with a screw thread, in open end 103b of Edges 103a and 103a and 
a lower part, and upper open end 103 c, the blank board 103 held in the shape of a cylinder is welded to 
the thermoplastics which constitutes pillar section 102a, flange 102b, and shoulder 102c, respectively, 
and is unified in this case. 

[0019] in addition, the direction where, as for pillar section 102a formed of injection of this 
thermoplastics, the existence is hard to be checked from the outside of the compound container 100 - an 
exterior - since it is desirable, you may lessen the amount of resins of pillar section 102a as much as 
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possible, for example Moreover, as shown in drawing 3 , you may protrude a rib 105 inside [ container ] 
pillar section 102a. Thus, when storage, transportation, etc. carry out the main part 101 before a pars 
basilaris ossis occipitalis 1 1 1 is unified by protruding a rib 105 in piles, the stacking between each main 
part is prevented and subsequent separation becomes easy. 

[0020] next, the engagement to the fixed side adapter plate 1 1 and stationary retainer plate 12 which 
were engaged by the engagement member which is not illustrated and have contacted as shown in 
drawing 6 — canceling — energization - a member 16 pulls apart the fixed side adapter plate 11, and a 
stationary retainer plate 12 and split molds 21a and 21b Since an angular pin 13 moves relatively 
upwards to split-mold 21a with the fixed side adapter plate 1 1 at this time, split-mold 21a moves in the 
direction (the example of illustration right) which slides on field 14of peripheral surface [ of an angular 
pin 13 ], and interior material of proposal a, and separates from a core 31. In addition, although not 
shown in a drawing, the same mechanism as the above-mentioned split-mold 21a is prepared also in 
split-mold 21b, and, simultaneously with movement of split-mold 21a, it moves in the direction in which 
split-mold 21b also separates from a core 31. Therefore, it means that the engagement to 102d of 
openings with a screw thread and split molds 21a and 21b was canceled. This becomes possible to pull 
out a core 31 easily from a stationary retainer plate 12 with the main part 101 of the compound container 
which has 102d of openings with a screw thread, as shown in drawing 7 . At this time, a stripper plate 36 
is pulled apart from a stationary retainer plate 12 united with a core 3 1 . 

[0021] After pulling out a core 3 1 from a stationary retainer plate 12 to a predetermined position, flange 
33a located in the lower part in cylinder 35a is made to go up to the upper part in cylinder 35a by 
supplying air in run through-hole 34a from an external compressed-air feeder (not shown), as shown in 
drawing 8 . Thereby, since the ejection pin 33 goes up the inside of a core 31 and it projects upwards 
from the up flat surface of a core 31, the thermoplastics 61 which remains in a core 31 and a runner 32 
can be eliminated. 

[0022] Finally, as shown in drawing 9 , a stripper plate 36 is moved upwards along with a core 3 1 by 
considering a guide pin 42 as guidance, and the main part 101 of the fabricated compound container is 
taken out from a core 3 1 . 

[0023] In addition, in the example of the above-mentioned manufacturing installation 1, although the 
runner 32 is drilled in the upper part of a core 31, the manufacturing installation of this invention does 
not need to be limited to this, and the runner 32 does not need to be drilled. 

[0024] moreover, the direction where, as for pillar section 102a formed of injection of thermoplastics, 
the existence is hard to be checked from the outside of the compound container 100 - an exterior — 
since it is desirable, it is desirable to design a core 3 1 so that the amount of resins of pillar section 102a 
may be lessened as much as possible Moreover, as shown in drawing 3 , you may protrude a rib 105 
inside [ container ] pillar section 102a. Thus, when storage, transportation, etc. carry out the main part 
101 before a pars basilaris ossis occipitalis 1 1 1 is unified by protruding a rib 105 in piles, the stacking 
between main parts is prevented and subsequent separation becomes easy. 

[0025] Furthermore, in this invention, you may prepare crevice 31a as shown in the periphery section of 
the core 3 1 equivalent to the position in which flange 102b of the main part 101 of a compound 
container is formed at drawing 10 (A). In this case, if thermoplastics is injected after the blank board 103 
has been arranged by the cavity 5 1 as shown in drawing 10 (B), while flange 102b will be formed, 
crevice 3 la is also filled up with thermoplastics. And as shown in drawing 7 , in case a core 3 1 is pulled 
out from a stationary retainer plate 12, since it is engaging with the core 3 1 in crevice 31a, the main part 
101 of a compound container becomes possible [ pulling out the main part 101 of a compound container 
from a stationary retainer plate 12 certainly with a core 31 ]. The main part 101 of the compound 
container 100 shown in drawing 3 is fabricated using such a core. 
[0026] 

[Effect of the Invention] As explained in full detail above, the compound container which according to 
this invention thermoplastics was injected, was united with the blank board and formed in the cavity 
formed between the stationary retainer plate and the core Since the split mold located in the part 



4 of 5 



1/6/03 6:42 PM 



http ://www4 . ipd 1 j po.go j p/cgi-bin/tran_web_cgi_ejj e 



projected on the container outside is opened and it is pulled away from a core It can take out from a 
stationary retainer plate easily with a core, and manufacture also of the container of the configuration 
equipped with a protrusion part like opening with a screw which has not manufactured if not 
conventionally based on blow molding is attained with a compound container. 
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* NOTICES * 

Japan Patent Office is not responsible for any 
damages caused by the use of this translation. 

1. This document has been translated by computer. So the translation may not reflect the original 
precisely. 

2 **** s h ows the word which can not be translated. 
3. In the drawings, any words are not translated. 



CLAIMS 



[Claim(s)] 

[Claim 1] In the equipment which arranges a blank board in the cavity formed between the stationary 
retainer plate and the core, injects thermoplastics in the aforementioned cavity, and manufactures a 
compound container It is the manufacturing installation of the compound container which the 
aforementioned stationary retainer plate equips with a split mold the portion equivalent to the part 
projected on the container outside among the aforementioned compound containers, and is characterized 
by the bird clapper from the space formed between the space where the aforementioned cavity was 
formed between this split mold and the aforementioned core and the aforementioned stationary retainer 
plate, and the aforementioned core. 
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